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(57) ABSTRACT

Friction stir spot-welding is performed to join together a stack
of a plurality of metal foils and a metal sheet by using a
double-acting type rotary tool including a hollow member
and a pin member which are movable independently of each
other in their axial directions, and a clamp member which is
fitted on an outer circumferential surface of the hollow mem-
ber and which is movable in its axial direction. While an outer
annular part of a portion to be friction-stirred is pressed with
the clamp member, the pin member is inserted into the above-
described portion and the hollow member is retracted,
whereby a metal mass is accommodated within a space
formed between the above-described portion and the hollow
member. Then, the hollow member is advanced to press the
metal mass into a hole formed by retraction of the pin mem-
ber, whereby the hole is filled with the metal mass.

8 Claims, 7 Drawing Sheets
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1
PROCESS FOR SPOT-JOINING STACKED
METAL FOILS

The present application is based on Japanese Patent Appli-
cation No. 2013-271630 filed on Dec. 27, 2013 the contents
of which are incorporated herein by reference.

BACKGROUND OF THE INVENTION

1. Field of the Invention

The present invention relates generally to a process for
spot-joining stacked metal foils, and more particularly to a
process for performing a friction stir spot-welding operation
to advantageously realize electrical and mechanical integral
joining of a plurality of metal foils stacked or superposed on
each other, by using a double-acting type rotary tool.

2. Discussion of Related Art

Metal foils such as aluminum foils and copper foils, which
have high electric conductivity, have been used as an elec-
trode such as a current collector of a battery, in a form wherein
a plurality of metal foils are stacked or superposed on each
other. In a stack of the metal foils which are superposed on
each other and which function as the electrode, it is required
that the metal foils are fixed together in direct contact with
each other, so that the metal foils are electrically and
mechanically joined as a unit.

As a conventional process for joining the metal foils
stacked on each other as described above, a process using
ultrasonic waves has been generally employed. However, a
joint strength achieved by this process is undesirably low,
giving rise to a problem of failure to achieve stable joining, so
that there is a risk of delamination of the stack of the metal
foils, due to thermal expansion during charging and discharg-
ing of a battery, for example. As a process which solves this
problem, a joining process using a friction stir welding opera-
tion as a solid-state welding operation has been proposed.
Examples of such a process are disclosed in JP-A-2003-
126972 and JP-A-2005-103586.

In the process disclosed in JP-A-2003-126972, the friction
stir welding operation is performed in an arrangement
wherein metal plates having larger thicknesses than metal
foils are superposed on respective opposite surfaces of a stack
of a plurality of metal foils such that the stack of the metal
foils is interposed between the metal plates. In this process,
the friction stir welding operation is intended to be performed
by using a fixed type tool (rotary tool) with a structure
wherein a pin having a predetermined length is provided
integrally with a distal end of a cylindrical body which is
rotatable about its axis. Accordingly, where a spot-joining
operation is performed, a tool hole such as a pin hole (probe
hole) is formed and left in a weld due to removal of the
welding tool after the welding operation. The existence of the
tool hole results in deterioration of the joint strength, so that
in JP-A-2003-126972, a linear-joining operation is per-
formed rather than the spot-joining operation, in order to
avoid the deterioration of the joint strength. However, where
the linear-joining operation is performed, there is a risk that
the stacked metal foils are displaced relative to each other due
to a movement of the welding tool during the welding opera-
tion, unless the metal foils are very firmly fixed together. In
order to avoid such a risk, there has been proposed a process
in which the metal foils are fixed together by using a bonding
agent, but addition of a step of bonding together the metal
foils with the bonding agent inevitably results in undesirable
increases of a workload and a cost.

On the other hand, JP-A-2005-103586 discloses a process
for joining a collective body of a plurality of metal foils by the
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friction stir welding operation. In this process, the friction stir
welding operation is performed while the collective body is
fixed by swaging or caulking with a pressure applied in oppo-
site directions perpendicular to upper and lower surfaces of
the collective body, or by temporary joining of the collective
body by ultrasonic wave welding, cold welding or arc weld-
ing. Alternatively, the friction stir welding operation is per-
formed while a reinforcement substrate made of the same
metal as the collective body is held in abutting contact with
the collective body. However, in this process, too, the linear-
joining operation is intended to be performed by using the
fixed type tool (rotary tool), so that this process also has the
inherent problem as described above with respect to the pro-
cess of JP-A-2003-126972.

SUMMARY OF THE INVENTION

This invention was made in view of the background art
described above. Therefore, it is an object of the invention to
provide a process for spot-joining a plurality of metal foils
superposed on each other, by performing a friction stir spot-
welding operation, which process makes it possible to advan-
tageously form a weld having a sound state of joining.

The above-described object of the invention can be
achieved according to a principle of the invention, which
provides a process for spot-joining stacked metal foils by a
friction stir spot-welding operation wherein a stack of a plu-
rality of metal foils superposed on each other is placed on a
lower metal sheet, and a rotary tool rotated about its axis is
inserted through the stack into the lower metal sheet, whereby
the stack and the lower metal sheet are friction-stirred and
joined integrally with each other, characterized in that: the
rotary tool is a double-acting type rotary tool comprising: a
hollow member which has an end face perpendicular to its
axis and which is movable in its axial direction; and a pin
member which is disposed coaxially within the hollow mem-
ber, formed independently of the hollow member, and mov-
able in its axial direction independently of the hollow mem-
ber; a cylindrical clamp member which is movable in its axial
direction is fitted on an outer circumferential surface of the
hollow member so as to be coaxial with the hollow member;
the friction stir spot-welding operation is performed by hold-
ing the clamp member in pressing contact with an outer
annular part of a portion to be friction-stirred, and advancing
either one of the hollow member and the pin member of the
double-acting type rotary tool into the portion to be friction-
stirred, while retracting the other of the hollow member and
the pin member, so that a space is formed between the portion
to be friction-stirred and the other of the hollow member and
the pin member, whereby a metal mass is generated by inser-
tion of the one of the hollow member and the pin member into
the portion to be friction-stirred, and is accommodated within
the above-described space; and subsequently to the friction
stir spot-welding operation, the other of the hollow member
and the pin member is advanced, while the one of the hollow
member and the pin member is retracted, so that the metal
mass accommodated within the above-described space is
pressed by the other of the hollow member and the pin mem-
ber, into a hole formed by retraction of the one of the hollow
member and the pin member, whereby the hole is filled with
the metal mass.

According to a preferable form of the invention, after a
portion of the stack to be friction-stirred is fixed with the
clamp member which is held in pressing contact with an outer
annular part of the above-described portion of the stack, the
hollow member and the pin member of the double-acting type
rotary tool are brought into contact with the above-described
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portion of the stack to be friction-stirred, while end faces of
the hollow member and the pin member are held flush with
each other, and then, the above-described one of the hollow
member and the pin member is advanced and the above-
described other of the hollow member and the pin member is
retracted, simultaneously with each other.

According to another preferable form of the invention, an
upper metal sheet is superposed on the stack, and the friction
stir spot-welding operation is performed by inserting the
rotary tool through the upper metal sheet and through the
stack into the lower metal sheet, to join together the stack and
the upper and lower metal sheets.

According to a still another preferable form of the inven-
tion, in the case where the friction stir spot-welding operation
is performed in an arrangement wherein the upper and lower
metal sheets are respectively disposed on the upper and lower
sides of the stack, while end faces of the hollow member, the
pin member and the clamp member are held flush with each
other, the hollow member and the pin member of the double-
acting type rotary tool are brought into contact with a portion
of the upper metal sheet corresponding to a portion of the
stack to be friction-stirred, and the clamp member is brought
into contact with an outer annular part of the above-described
portion of the upper metal sheet, and then, the above-de-
scribed one of the hollow member and the pin member is
advanced and the above-described other of the hollow mem-
ber and the pin member is retracted, simultaneously with each
other, while the above-described portion of the upper metal
sheet is fixed with the clamp member which is held in press-
ing contact with the outer annular part of the above-described
portion of the upper metal sheet.

According to a yet another preferable form of the inven-
tion, the friction stir spot-welding operation is performed so
as to satisfy formulas 0.01=a=<0.75xb, and 0.2 b, in which “a”
(mm) is a depth of insertion of the above-described one of the
hollow member and the pin member into the lower metal
sheet, and “b” (mm) is a thickness of the lower metal sheet.

According to a further preferable form of the invention, the
metal foils are aluminum foils or copper foils.

According to another preferable form of the invention, the
lower metal sheet has a thickness of 0.2-3 mm.

According to still another preferable form of the invention,
the upper metal sheet has a thickness of 0.1-1 mm.

In the process for spot-joining stacked metal foils accord-
ing to the invention, the friction stir spot-welding operation is
performed by using the double-acting type rotary tool which
makes it possible to prevent the tool hole such as the pin hole
from being left after removal of the rotary tool. Further, the
cylindrical clamp member which is movable in its axial direc-
tion is fitted on the outer circumferential surface of the hollow
member of the double-acting type rotary tool so as to be
coaxial with the hollow member, and the friction stir spot-
welding operation is performed while the outer annular part
of the portion to be friction-stirred is pressure-held with the
clamp member. In the process according to the invention, the
metal mass generated during the friction stir spot-welding
operation is pressed into the hole formed by retraction of the
hollow member or the pin member of the double-acting type
rotary tool, so that the hole is filled with the metal mass.
Therefore, not only problems such as the deterioration of the
joint strength do not take place, which problems would oth-
erwise be caused by the hole (tool hole) left after removal of
the rotary tool, but also soundness of the obtained weld can be
advantageously improved, whereby an -electrically and
mechanically sound state of joining can be realized.

Further, in the present invention, the outer annular part of
the portion to be friction-stirred is pressure-held with the
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clamp member which is fitted on the outer circumferential
surface of the double-acting type rotary tool (hollow member)
and which is not rotated about its axis. Thus, an outermost one
of the metal foils superposed on each other is pressure-held
with the clamp member, so that even though the friction stir
spot-welding operation is performed directly on the stack of
the metal foils, the spot-joining operation can be performed
while effectively restricting or preventing problems that the
metal foils constituting the stack are torn or displaced relative
to each other, for example.

BRIEF DESCRIPTION OF THE DRAWINGS

FIG. 1 is a longitudinal cross sectional view schematically
showing an example of an arrangement before a process for
spot-joining stacked metal foils according to the invention is
performed;

FIGS. 2(a)-(d) are cross sectional views schematically
showing first half steps of the process according to the inven-
tion initiated in the arrangement shown in FIG. 1, in which
FIGS. 2(a)-(d) show the respective steps performed accord-
ing to a first embodiment of the invention;

FIGS. 3(a)-(c) are cross sectional views schematically
showing second half steps which follow the steps shown in
FIGS. 2(a)-(d), in which FIGS. 3(a)-(c) show the respective
steps performed according to the first embodiment of the
invention;

FIG. 4 is an enlarged cross sectional view schematically
showing an arrangement wherein a double-acting type rotary
tool according to the invention is lowered until the tool
reaches a metal sheet on which a stack of the metal foils is
placed, to effect friction-stirring;

FIG. 5 is an enlarged cross sectional view schematically
showing a way of driving the double-acting type rotary tool,
according to a second embodiment of the process of the
invention;

FIGS. 6(a)-(d) are schematic views showing first half steps
performed according to a third embodiment of the invention
alternative to the embodiment shown in FIGS. 2(a)-(d) and
3(a)-(c), which steps correspond to the respective steps
shown in FIGS. 2(a)-(d); and

FIGS. 7(a)-(c) are cross sectional views corresponding to
FIGS. 3(a)-(c), and schematically showing second half steps
which follow the steps shown in FIGS. 6(a)-(d).

DETAILED DESCRIPTION OF THE INVENTION

To clarify the invention more specifically, typical embodi-
ments of the invention will be described in detail by reference
to the drawings.

Referring first to FIG. 1, there is shown an arrangement for
spot-joining stacked metal foils according to the invention. In
this arrangement, a stack 4 of a plurality of desired metal foils
2 superposed on each other and a lower metal sheet 6 on
which the stack 4 is placed are held on a predetermined
support base (not shown), and a double-acting type rotary tool
10 is disposed above the stack 4.

In the above-described arrangement, a friction stir spot-
welding operation is performed on the stack 4 and the lower
metal sheet 6 by using the double-acting type rotary tool 10.
A material of the plurality of metal foils 2 constituting the
stack 4 is suitably selected depending on an application of a
product to be obtained by the friction stir spot-welding opera-
tion. For example, aluminum foils or copper foils are suitably
used as the metal foils 2, for an application requiring a high
degree of electric conductivity of the metal foils 2. Specific
examples of aluminum materials for the aluminum foils pref-
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erably used in the invention include 1000 series aluminum
alloy materials according to JIS (Japanese Industrial Stan-
dards) such as JIS A1050 and JIS A1200, 3000 series alumi-
num alloy materials according to JIS such as JIS A3003, and
8000 series aluminum alloy materials according to JIS such as
JIS A8021 and JIS A8079. In the case where the copper foils
are used as the metal foils 2, the metal foils 2 are preferably
formed from rolled copper foils made of tough pitch copper
(TPC), oxygen-free copper (OFC) and the like. A thickness of
each of the plurality of metal foils 2 is suitably selected
depending on the application of the product to be obtained by
the friction stir spot-welding operation. The thickness of each
metal foil 2 is generally within a range between about 3 pm
and about 50 pum, and preferably within a range between
about 5 um and about 15 pm. Further, a number of the plu-
rality of metal foils 2 constituting the stack 4 is suitably
selected depending on the application of the intended prod-
uct. The number of the plurality of metal foils 2 constituting
the stack 4 is generally from about 10 to about 100, and
preferably from about 20 to about 50.

It is preferable that the metal sheet 6 on which the stack 4
is placed is made ofthe same material as that of the metal foils
2 described above, for the application requiring a high degree
of electric conductivity of the metal foils 2, but for other
applications, the metal sheet 6 may be made of a material
different from that of the metal foils 2. A thickness of the
metal sheet 6 is suitably determined so as to be large enough
to permit sound fixing of the stack 4, but generally, it is
advantageous that the metal sheet 6 has a thickness of not
smaller than 0.2 mm. A permissible maximum thickness of
the metal sheet 6 is not particularly limited and is suitably
determined depending on the application. However, in the
case where the metal sheet 6 is used as an electrode, an
extremely large thickness is not preferred in view of electric
conductivity, so that the metal sheet 6 preferably has a thick-
ness of not larger than 3 mm.

The double-acting type rotary tool 10 is configured to
perform the friction stir spot-welding operation so as to form
an integral weld which penetrates through the stack 4 of the
plurality of metal foils 2 and reaches the lower metal sheet 6.
The double-acting type rotary tool 10 includes: a hollow
member (or also called shoulder member) 12 in the form of a
hollow cylinder whose lower end face is perpendicular to its
axis, and which is movable in its axial direction and rotatable
about its axis; and a pin member (or also called probe) 14 in
the form of a solid cylinder which is coaxially disposed within
the hollow member 12, formed independently of the hollow
member 12, and movable in its axial direction and rotatable
about its axis, independently of the hollow member 12.
Examples ofthe double-acting type rotary tool 10 constructed
as described above are disclosed in Japanese Patent No.
3709972, JP-A-2012-196680, JP-A-2012-196681 and JP-A-
2012-196682. In this invention, the double-acting type rotary
tool having a known structure is adequately used. Further, a
clamp member 16 in the form of a hollow cylinder is fitted on
an outer circumferential surface of the hollow member 12 so
as to be coaxial with the hollow member 12. The clamp
member 16 is movable in its axial direction, and is not rotat-
able about its axis.

In a first embodiment of a process for spot-joining stacked
metal foils according to the invention, the friction stir spot-
welding operation is initiated in the arrangement shown in
FIG. 1, and includes the steps shown in FIGS. 2(a)-(d).
Namely, the clamp member 16 is initially moved downwards
into pressing contact with an upper surface of the stack 4 of
the metal foils 2, as shown in FIG. 2(a), to press an outer
annular part of a portion of the stack 4 to be friction-stirred,
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whereby the stack 4 is firmly held in place. In this respect, it
is noted that the portion of the stack 4 to be friction-stirred
includes an area corresponding to a lower end face of the
rotary tool 10. Then, while the stack 4 is pressure-held with
the clamp member 16 as described above, the hollow member
12 and the pin member 14 of the double-acting type rotary
tool 10 are moved downwards in their axial directions, while
the hollow member 12 and the pin member 14 are rotated
about their axes and their lower end faces are held flush with
each other, until these lower end faces contact the upper
surface of the stack 4, as shown in FIG. 2(b).

After the entire lower end face of the rotary tool 10 is
brought into contact with the upper surface of the stack 4, and
friction heat is generated over the entire area of the portion of
the stack 4 to be friction-stirred, the pin member 14 is further
moved (advanced) downwards into the portion of the stack 4
to be friction-stirred, as shown in FIG. 2(c), to friction-stir the
stack 4 and join together the plurality of metal foils 2 super-
posed on each other. Meanwhile, the hollow member 12 is
gradually moved (retracted) upwards in its axial direction, so
that a space is formed between the portion of the stack 4 being
friction-stirred and the hollow member 12, whereby a metal
mass 18 generated by insertion of the pin member 14 into the
stack 4 is accommodated within the above-described space
during the friction stir spot-welding operation. The friction
stir spot-welding operation is performed until the pin member
14 reaches the lower metal sheet 6 and is inserted into the
lower metal sheet 6 by a predetermined depth, as shown in
FIG. 2(d). The above-described downward movement of the
pin member 14 and upward movement of the hollow member
12 are terminated when a sufficient degree of joining is
assured between the stack 4 and the lower metal sheet 6.

Then, in the arrangement shown in FIG. 2(d), the pin mem-
ber 14 and the hollow member 12 are moved in respective
directions opposite to the directions of their movements
described above, namely, the pin member 14 is moved (re-
tracted) upwards and the hollow member 12 is moved (ad-
vanced) downwards, as shown in FIG. 3(a), whereby the
metal mass 18 is pressed by the lower end face of the hollow
member 12 into a hole formed by the upward movement of the
pin member 14. Namely, the metal mass 18 accommodated
within the space formed by the upward movement of the
hollow member 12 is pressed by the downward movement of
the hollow member 12 into the hole formed by the upward
movement of the pin member 14, so that the hole is filled with
the metal mass 18 and effectively prevented from being left
after retraction of the pin member 14, and the metal mass 18
is given a flat upper surface, as shown in FIG. 3(b). Then, the
double-acting type rotary tool 10 and the clamp member 16
are moved upwards and removed from the stack 4, whereby a
joined body consisting of the stack 4 and the lower metal
sheet 6 and including a weld 20 with the flat upper surface is
obtained, as shown in FIG. 3(c).

According to the above-described process for spot-joining
the stacked metal foils by the friction stir spot-welding opera-
tion, the hollow member 12 is moved downwards when the
pin member 14 inserted through the stack 4 into the lower
metal sheet 6 is retracted therefrom, so that the metal mass 18
generated during the friction stir spot-welding operation and
accommodated within the space formed by the upward move-
ment of the hollow member 12 is pressed by the downward
movement of the hollow member 12 into the hole formed by
retraction of the pin member 14, and the hole is filled with the
metal mass 18. Therefore, the weld 20 formed by the friction
stir spot-welding operation has the flat upper surface, without
the hole which would otherwise be left after retraction of the
pin member 14. Thus, the sound weld 20 can be formed by the
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friction stir spot-welding operation without causing problems
such as deterioration of joint strength, and assuring a sound
state of joining among the metal foils 2 of the stack 4 and a
sound state of joining between the stack 4 and the lower metal
sheet 6.

Particularly, more sound spot-joining can be realized by
performing the friction stir spot-welding operation so as to
satisfy formulas: 0.01=a<0.75xb, and 0.2<b, where “a” (mm)
is the depth of insertion (penetration) of the pin member 14
into the lower metal sheet 6, and “b” (mm) is the thickness of
the lower metal sheet 6. In the case where the depth “a” is
smaller than 0.01 mm, the insertion depth of the pin member
14 into the lower metal sheet 6 is excessively small, so that
there arises a risk of delamination of the lower metal sheet 6
from the lowermost one of the metal foils 2 and the stack 4. On
the other hand, where the depth “a” is larger than 0.75 times
the thickness (b) of the lower metal sheet 6, the insertion
depth of the pin member 14 into the lower metal sheet 6 is
excessively large, so that there arises a risk of deformation of
the lower metal sheet 6, for example.

Further, the friction stir spot-welding operation is initiated
in the state wherein the stack 4 is pressure-held with the clamp
member 16 which is not rotated and held in direct contact with
the uppermost one of the metal foils 2 of the stack 4, as shown
in FIGS. 2(a)-(d). By holding the stack 4 between the clamp
member 16 and the lower metal sheet 6, the friction stir
spot-welding operation can be advantageously performed
while effectively restricting occurrence of problems such as
tearing of the metal foils 2 located in an upper portion of the
stack 4, even though the friction stir spot-welding operation is
performed directly on the stack 4.

Moreover, in the friction stir spot-welding operation, the
hollow member 12 and the pin member 14 of the double-
acting type rotary tool 10 are simultaneously moved down-
wards while their lower end faces are held flush with each
other, and these lower end faces are brought into contact with
the upper surface of the stack 4 to generate the friction heat, as
shown in FIGS. 2(a) and 2(). Then, the pin member 14 and
the hollow member 12 are respectively moved downwards
and upwards simultaneously with each other. Accordingly, an
effect of friction-stirring can be effectively exercised on the
metal foils 2 located in the upper portion of the stack 4 over
the entire area of the portion of the stack 4 to be friction-
stirred, so that it is possible to effectively restrict or prevent
occurrence of problems that the metal foils 2 are moved
upwards or torn due to insertion of the pin member 14 into the
metal foils 2, for example.

In the above-described embodiment, the pin member 14 is
inserted through the stack 4 into the lower metal sheet 6.
Alternatively, it is possible to perform the friction stir spot-
welding operation according to the invention by downwardly
moving the hollow member 12 so that the hollow member 12
is inserted through the stack 4 into the lower metal sheet 6,
while upwardly moving the pin member 14 so that the metal
mass 18 generated by the friction-stirring operation with the
hollow member 12 is accommodated within a space formed
by the upward movement of the pin member 14, as shown in
FIG. 5.

In the friction stir spot-welding operation shown in FIG. 5,
the hollow member 12 and the pin member 14 are moved in
respective directions opposite to the directions of their move-
ments in the friction stir spot-welding operation shown in
FIGS. 2(a)-(d) and 3(a)-(c) described above, whereby sub-
stantially the same operational and physical advantages as
achieved in the above-described first embodiment can be
achieved in this embodiment. A depth “a” of insertion of the
hollow member 12 into the lower metal sheet 6 is preferably
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8

determined so as to satisfy the same relationship between the
insertion depth “a” of the pin member 14 into the lower metal
sheet 6 and the thickness “b” of the lower metal sheet 6 as
described above by reference to FIG. 4, whereby the sound
weld 20 can be formed by the friction stir spot-welding opera-
tion.

In the present invention, the friction stir spot-welding
operation shown in FIGS. 2(a)-(d) and 3(a)-(c) may be per-
formed by placing an upper metal sheet 8 on the stack 4
superposed on the lower metal sheet 6, as shown in FIGS.
6(a)-(d) and 7(a)-(c), so that the stack 4 is pressure-held
between the lower metal sheet 6 and the upper metal sheet 8.
A thickness of the upper metal sheet 8 is not particularly
limited, but is generally held within a range between about 0.1
mm and about 1 mm, in order to permit sound fixing of the
stack 4 and insertion of the hollow member 12 or the pin
member 14 of the double-acting type rotary tool 10 through
the upper metal sheet 8 and through the stack 4 into the lower
metal sheet 6.

Specifically described, while the hollow member 12 and
the pin member 14 ofthe double-acting type rotary tool 10 are
rotated and the clamp member 16 is not rotated, and the lower
end faces of the hollow member 12, the pin member 14 and
the clamp member 16 are held flush with each other as shown
in FIG. 6(a), the hollow member 12, the pin member 14 and
the clamp member 16 are moved downwards simultaneously
with each other, so that their lower end faces are brought into
contact with an upper surface of the upper metal sheet 8 as
shown in FIG. 6(b). Then, while the stack 4 and the lower
metal sheet 6 are integrally fixed or held together with a
predetermined pressure applied with the clamp member 16
via the upper metal sheet 8, the hollow member 12 and the pin
member 14 are moved in the same way as shown in FIGS.
2(a)-(d) and 3(a)-(c), whereby the metal mass 18 generated
by the downward movement of the pin member 14 is accom-
modated within the space formed by the upward movement of
the hollow member 12. Then, when the pin member 14
inserted into the lower metal sheet 6 is retracted, the hole
formed by retraction of the pin member 14 is filled with the
metal mass 18 pressed into the hole by the downward move-
ment of the hollow member 12, whereby the weld 20 having
the flat upper surface is effectively formed as shown in FIG.
7(c), as in the above-described embodiment shown in FIGS.
3(a)-(c), and a sound state of joining is realized.

Where the friction stir spot-welding operation according to
the invention is performed by placing the upper metal sheet 8
on the stack 4, the stack 4 is pressed via the upper metal sheet
8, so that the problems such as tearing of the metal foils 2 can
be more advantageously prevented, and a more sound state of
the weld 20 is realized.

Further, in the friction stir spot-welding operation per-
formed to join together the lower metal sheet 6, the stack 4
and the upper metal sheet 8 in the arrangement wherein the
upper metal sheet 8 is placed on the stack 4 as described
above, the lower end faces of the hollow member 12 and the
pin member 14 of the double-acting type rotary tool 10 and
the lower end face of the clamp member 16 fitted on the outer
circumferential surface of the hollow member 12 are brought
into contact with the upper surface of the upper metal sheet 8,
while these lower end faces are held flush with each other, as
shown in FIGS. 6(a) and 6(b), and then the friction stir spot-
welding operation is performed, so that joining can be advan-
tageously performed with a high degree of stability owing to
a comparatively large area of contact, and an overflow of burr
out of the clamp member 16 can be restricted.
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While the typical embodiments of the invention have been
described in detail for illustrative purpose only, it is to be
understood that the invention is not limited to the details of the
illustrated embodiments.

For example, it is possible to suitably employ various
known structures of the double-acting type rotary tool 10 and
the clamp member 16, and various known structures and
mechanisms for rotation of the hollow member 12 and the pin
member 14 about their axes and movements of the hollow
member 12, the pin member 14 and the clamp member 16 in
their axial directions.

Timings of the movements of the hollow member 12, the
pin member 14 and the clamp member 16 in their axial direc-
tions are not limited to the above-described embodiments.
The timings at which the hollow member 12 and the pin
member 14 ofthe double-acting type rotary tool 10 are moved
in their axial directions and rotated about their axes and the
timing at which the clamp member 16 is moved in its axial
direction may be suitably determined as far as the object of

10

It is to be understood that the invention may be embodied
with various other changes, modifications and improvements,
which are not illustrated herein and which may occur to those
skilled in the art, without departing from the spirit of the
invention, and that such changes, modifications and improve-
ments are also within the scope of the invention.

EXAMPLES

To clarify the invention more specifically, typical examples
of the invention will be described. It is to be understood that
the invention is not limited to the details of the illustrated
examples.

Initially, various kinds of metal foil (2), upper metal sheet
(8) and lower metal sheet (6) were provided and combined as
Examples 1 to 6 as shown in Table 1 given below. Each ofthe
metal foil (2), upper metal sheet (8) and lower metal sheet (6)
has a dimension of 80 mmx80 mm, and a stack (4) is consti-
tuted by 40 metal foils (2) superposed on each other.

TABLE 1
Upper
Metal Foil (2) Metal Sheet (8) Lower Metal Sheet (6)
Thickness Number Thickness Thickness:
Material (nm) (sheets) Material (mm) Material b (mm)
Example 1 JIS 50 40 JIS 0.3 JIS 2
A3003 A3003 A3003
Al Alloy Al Alloy Al Alloy
Example 2 JIS 40 40 — — JIS 1
A1200 A3003
Aluminum Al Alloy
Example 3 JIS 30 40 — — JIS 0.5
AB079 A3003
Al Alloy Al Alloy
Example 4 Tough 15 40  Tough 0.5 Tough 2
Pitch Pitch Pitch
Copper Copper Copper
Example 5 JIS 50 40 JIS 0.3 JIS 2
A3003 A3003 A3003
Al Alloy Al Alloy Al Alloy
Example 6 Tough 15 40  Tough 0.5 Tough 2
Pitch Pitch Pitch
Copper Copper Copper

the invention can be achieved. In the friction stir spot-welding
operation shown in FIGS. 6(a)-(d) and 7(a)-(c), for example,
it is possible to initially move the clamp member 16 down-
wards before the double-acting type rotary tool 10 is moved
downwards, so that the clamp member 16 is brought into
contact with the upper metal sheet 8 to fix the upper metal
sheet 8, the stack 4 and the lower metal sheet 6.

In the case where the upper metal sheet 8 is superposed on
the stack 4 and the friction stir spot-welding operation is
performed to join together the upper metal sheet 8, the stack
4 and the lower metal sheet 6, as shown in FIGS. 6(a)-(d) and
7(a)-(c), the upper metal sheet 8 and the lower metal sheet 6
may be formed as an integral member which is U-shaped in
cross section, rather than the separate members, and the fric-
tion stir spot-welding operation according to the invention
may be performed to join together the upper metal sheet 8, the
stack 4 and the lower metal sheet 6, in an arrangement
wherein the stack 4 is disposed within a space defined by the
U-shaped integral member consisting of the upper and lower
metal sheets 8 and 6.

50

55

60

65

Then, each combination of the stack (4) of the metal foils
(2), the upper metal sheet (8) and the lower metal sheet (6) of
the Examples 1 to 6 was joined together by one of friction stir
spot-welding operations A to D, as shown in Table 2 given
below, by using one of rotary tools shown in Tables 2 and 3
given below. The operation A was performed as shown in
FIGS. 6(a)-(d) and 7(a)-(c), and the operation B was per-
formed as shown in FIGS. 2(a)-(d) and 3(a)-(c), while the
operation C was performed as shown in FIG. 5. The operation
D was performed by using a fixed type rotary tool in which a
pin member (14) is formed integrally with a tool body (12)
and a pin is provided so as to be coaxial with the tool body
(12) and downwardly project from a lower end face of the tool
body (12) by a length of 1.3 mm. The friction stir spot-
welding operation in each Example was performed so as to
give the ratio a/b of the depth “a” of insertion of the rotary tool
(pin member, pin or hollow member) into the lower metal
sheet (6), to the thickness “b” of the lower metal sheet (6), as
shown in Table 2.
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TABLE 2

Lower Metal Sheet (6)

12

a cylindrical clamp member which is movable in its axial
direction is fitted on an outer circumferential surface of
the hollow member so as to be coaxial with the hollow
member;

Insertion Depth: Welding o . . . .
a (mm) a/b Rotary Tool Operation 5 the friction stir spot-welding operation is performed by
Example 01 0.05 Doubleacting N holding the clamp member in pressing gontac.t with an
1 Type outer annular part of a portion to be friction-stirred, and
Example 0.5 0.5 Double-acting B advancing either one of the hollow member and the pin
2 ) kiype i member of the double-acting type rotary tool into the
Exagnp ¢ 0.2 04 Dou T}e;;tmg ¢ 10 portion to be friction-stirred, while retracting the other
Example 0.3 0.15 Double-acting A of the hollow member and the pin member, so that a
4 Type space is formed between the portion to be friction-stirred
EXHISHPIe 0.1 0.05 Fixed Type D and said other of the hollow member and the pin mem-
Fxample 03 015 Fixed Type b s be.r, whereby a metal mass is generated by insertion of
5 said one of the hollow member and the pin member into
the portion to be friction-stirred, and is accommodated
within said space; and
TABLE 3
Pin Member (14) Hollow Member
or Pin or Tool Body (12) Clamp Member (16)
Rotational ~Outside Rotational Outside Rotational
Diameter  Frequency Diameter Frequency Diameter Frequency
Rotary Tool (mm) (rpm) (mm) (rpm) (mm)  (rpm)
Double-acting 3 2160 6 2160 15 Not
Type Rotated
Fixed Type 3 1000 8 1000 — —
(Projection
Length
1.3 mm)

As a result of performing the various kinds of friction stir
spot-welding operation described above, it was confirmed
that in the Examples 1 to 4, wherein the friction stir spot-
welding operation was performed according to the invention
by using the double-acting type rotary tools and the clamp
member (16), there were obtained joined bodies which have a
sound state of joining and which do not suffer from displace-
ment of the metal foils (2) relative to each other and formation
of a tool hole such as a pin hole. On the other hand, it was
confirmed that joined bodies obtained in the Examples 5 and
6 by using the fixed type rotary tool suffered from displace-
ment of the metal foils (2) relative to each other, formation of
the pin hole (tool hole), and formation of burr derived from a
metal mass generated during the friction stir spot-welding
operation, so that a desired quality of the weld could not be
achieved.

The invention claimed is:

1. A process for spot-joining stacked metal foils by a fric-
tion stir spot-welding operation, the process comprising plac-
ing a stack of 10 to 100 metal foils superposed on each other
on a lower metal sheet, wherein each of the metal foils has a
thickness of 3 um to 50 um, and a rotary tool rotated about its
axis is inserted through the stack into the lower metal sheet,
whereby the stack and the lower metal sheet are friction-
stirred and joined integrally with each other, wherein:

the rotary tool is a double-acting type rotary tool compris-

ing: a hollow member which has an end face perpen-
dicular to its axis and which is movable in its axial
direction; and a pin member which is disposed coaxially
within the hollow member, formed independently of the
hollow member, and movable in its axial direction inde-
pendently of the hollow member;
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subsequently to the friction stir spot-welding operation,
said other of the hollow member and the pin member is
advanced, while said one of the hollow member and the
pin member is retracted, so that the metal mass accom-
modated within said space is pressed by said other of the
hollow member and the pin member, into a hole formed
by retraction of said one of the hollow member and the
pin member, whereby the hole is filled with the metal
mass.

2. The process for spot-joining stacked metal foils accord-
ing to claim 1, wherein after a portion of the stack to be
friction-stirred is fixed with the clamp member which is held
in pressing contact with an outer annular part of said portion
of the stack, the hollow member and the pin member of the
double-acting type rotary tool are brought into contact with
said portion of the stack to be friction-stirred, while end faces
of'the hollow member and the pin member are held flush with
each other, and then, said one of the hollow member and the
pin member is advanced and said other of the hollow member
and the pin member is retracted, simultaneously with each
other.

3. The process for spot-joining stacked metal foils accord-
ing to claim 1, wherein an upper metal sheet is superposed on
the stack, and the friction stir spot-welding operation is per-
formed by inserting the rotary tool through the upper metal
sheet and through the stack into the lower metal sheet, to join
together the stack and the upper and lower metal sheets.

4. The process for spot-joining stacked metal foils accord-
ing to claim 3, wherein while end faces ofthe hollow member,
the pin member and the clamp member are held flush with
each other, the hollow member and the pin member of the
double-acting type rotary tool are brought into contact with a
portion of the upper metal sheet corresponding to a portion of
the stack to be friction-stirred, and the clamp member is
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brought into contact with an outer annular part of said portion
of the upper metal sheet, and then, said one of the hollow
member and the pin member is advanced and said other of the
hollow member and the pin member is retracted, simulta-
neously with each other, while said portion of the upper metal
sheet is fixed with the clamp member which is held in press-
ing contact with the outer annular part of said portion of the
upper metal sheet.

5. The process for spot-joining stacked metal foils accord-
ing to claim 1, wherein the friction stir spot-welding opera-
tion is performed so as to satisfy formulas 0.01=a=<0.75xb,
and 0.2<b, in which “a” (mm) is a depth of insertion of said
one of the hollow member and the pin member into the lower
metal sheet, and “b” (mm) is a thickness of the lower metal
sheet.

6. The process for spot-joining stacked metal foils accord-
ing to claim 1, wherein the metal foils are aluminum foils or
copper foils.

7. The process for spot-joining stacked metal foils accord-
ing to claim 1, wherein the lower metal sheet has a thickness
0f 0.2-3 mm.

8. The process for spot-joining stacked metal foils accord-
ing to claim 3, wherein the upper metal sheet has a thickness
0f 0.1-1 mm.
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